





Cincinnati 
DIAL TYPE 
MILLING MACHINES 


Built in Three Sizes 
Nos. 9, 3 and 4 


Three Styles— Plain, Universal 
and Vertical 


Medium Speed and 
High-Speed 
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ө CINCINNATI Dial Type Milling Machines, briefly 
illustrated and described in this booklet, offer possibilities 
| for more profitable milling operations in metal working 
| shops of almost any size. Here are the ways in which 
| the Dial Types will help your shop: 


spread 
resold 


e They're quickly set up; more producing hours available 
during the day; less nonproductive hours required for 
setting up different jobs. 


in an effort to preserve and 
is not meant to be r 
hin a collection of documents. 


| 9 They're easy to operate; and that means the elimination = 
| of production lag towards the end of the day. It means = Է 
a higher daily production with no increase in labor or cos 
overhead costs; wider latitude in the physical abilities Bs > 
of your milling machine operators ; more satisfied operators. 2 Տ e 
TÊ 
9 They have adequate spindle speeds and feeds for milling © է s 
a wide variety of materials. 5 5 Е 
$ 
տ Ф 
9 They're accurate, not only as a fine machine but also E5 


in producing your milled parts more accurately. When 
the work is adjusted to the cutter, the depth of cut equals 
the adjustment; no more or no less. 


9 They're durable, and they take heavy cuts without a 
whimper. They're built for this kind of work, and when 
production is needed most, they're on the job. 
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CINCINNATI No. 3 PLAIN HIGH-SPEED DIAL TYPE 
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CINCINNATI No. 3 PLAIN HIGH-SPEED DIAL TYPE 
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CINCINNATI No. 2 UNIVERSAL HIGH-SPEED DIAL TYPE 
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CINCINNATI No. 3 UNIVERSAL HIGH-SPEED DIAL TYPE 
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CINCINNATI No. 3 VERTICAL HIGH-SPEED DIAL TYPE 
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CINCINNATI No. 3 VERTICAL HIGH-SPEED DIAL TYPE 
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HIGHLIGHTS OF DESIGN 


and Accruing Benefits 


Power Speed and Feed Changes At Front and Rear Working Posi- 
tions. Controlled with single lever. Without walking, speeds and 
feeds may be changed to suit the job and cut. 


High Spindle Speeds and Feeds. Many kinds of materials, from 
tough steel to aluminum, may be milled at correct speeds and feeds. 
(Medium speed machines also available.) 


Power Feeds: Longitudinal, Cross, Vertical. [Engaged by single 
independent, directional controls; simplify operation for new men. 


Duplicate Set Of Control Levers At Operator's Rear Working Posi- 
tion. When work-piece obscures cutter, operator may manipulate machine 
from rear of table; reduces spoilage. 


Power Rapid Traverse: Longitudinal, Cross, Vertical. Minimizes 
"cutting air ; saves time. 


Power Feed and Power Rapid Traverse To Vertical Head. May be 
obtained for vertical machines. Handy for die work, boring, etc. 


Touch-Control Starting and Stopping. Light touch of starting 
lever, front or rear, starts or stops spindle drive. Hydraulic mechanism 


engages clutch spool, relieving operator of majority of starting and stopping 
effort. 


Smooth, Streamlined Design. Easy to keep clean. 


Pull-Out Quick-Adjusting Micrometer Dials. Easy to set for hand 
adjustments; no thumbscrews to lose. 


Light Aluminum Alloy Arbor Supports. Easy to remove or replace. 





1. 


10. 





ARBOR SUPPORT 
BRACE 


OUTER ARBOR 
SUPPORT 


INNER ARBOR 
SUPPORT 


PILOT WHEEL 
OVERARM 
ADJUSTMENT 


STARTING 
LEVER 


REAR CONTROL 
POWER 
RAPID TRAVERSE 


SPEED DIAL 


REAR CONTROL 
POWER SPEED 
AND FEED CHANGE 


FEED DIAL 


HAND TABLE 
ADJUSTMENT 


REAR 
HAND CROSS 
ADJUSTMENT 


REAR DIRECTIONAL 
CONTROL —POWER 
VERTICAL FEED 


REAR 
HAND VERTICAL 
ADJUSTMENT 


REAR DIRECTIONAL 
CONTROL—POWER 
CROSS FEED 


REAR DIRECTIONAL 
CONTROL—POWER 
TABLE FEED 


OIL SHOT 
LUBRICATING PUMP 
(Universal Machines) 




















HIGHLIGHTS OF DESIGN 


and Accruing Benefits (Concluded) 


Automatic Motor Cut-Out Switch. If operator forgets to shut off 
power, motor automatically stops when hinged cover at rear is opened. 


New Type of Overarm Brace. It clamps to top of knee: increases rigidity 
of machine for heavy cuts. Short arbors can be used with braces. 


Rugged Proportions of Principal Casting. Dampen out vibrations; 
withstand heavy loads. 


Heavy, Multiple Disc Clutches. Heavy duty multiple disc starting 

clutch starts spindle drive instantly; plenty of reserve power for pulling 

the heaviest load; heavy duty multiple disc brake stops spindle instantly 
. safer for the operator. 


Simple, Effective Lubrication. Principally automatic: prolongs ma- 
chine life-span; daily requirements can be handled very quickly. 


Rectangular Overarm. Solid and rigid straight-edge alignment օք 
overarm and arbor supports with centerline of spindle. 


Hand Cranks Automatically Disengaged When Released. Safer 
for the operator. 


Enclosed Dividing Head Driving Mechanism. Provides leads of 
2.5" to 100". (Leads from .010" to 1000." with special attachment — 
Circular M-658.) Safer for the operator. 


Dividing Head. Powerfully built, withstands heavy cuts, exceptionally 
accurate. 
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COARSE HAND 
VERTICAL HEAD 
ADJUSTMENT 


POSITIVE 
MICROMETER 
STOP 


FINE HAND 
VERTICAL HEAD 
ADJUSTMENT 


FRONT DIRECTIONAL 
CONTROL—POWER 
TABLE FEED 


FRONT CONTROL 
POWER SPEED 
AND FEED CHANGE 


FRONT DIRECTIONAL 
CONTROL—POWER 
CROSS FEED 


TABLE DOGS 


FRONT 


HAND CROSS ° 


ADJUSTMENT 


FRONT DIRECTIONAL 
CONTROL—POWER 
VERTICAL FEED 


FRONT CONTROL 
POWER RAPID 
TRAVERSE 


FRONT 
HAND VERTICAL 
ADJUSTMENT 


SADDLE CLAMP 


COOLANT 
RETURN TUBE 


OIL SHOT 


LUBRICATING PUMP ۰ 


(Plain and Vertical Machines) 


KNEE CLAMP 








POWER RAPID TRAVERSE CONTROL 
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AT THE REAR 


Engaging the table rapid traverse from the 
rear working position. Without moving a step, 
he can also engage the cross and vertical rapid 
traverse. These handy rear controls, duplicat- 
ing all those in front of the machine, allow him to 
make the necessary manipulations from the rear 
of the table when the work obscures the cutter. 


LIGHT WEIGHT ARBOR SUPPORTS 


It’s easy to remove or replace the arbor 
supports. They're made of an aluminum alloy, 
about half the weight yet stronger than cast 
iron. Overarm and supports clamp tightly 
against a solid dovetail locating side in straight- 
edge alignment; no twisting; no permanent set. 
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POWER SPEED AND FEED CHANGES 


AT THE FRONT 


He changes speeds and feeds without walking; 
without effort; and one lever does both jobs. A 
mere touch of the starting lever instantly stops 
the spindle. Then with a flip of the speed-feed 
change lever, the dial clicks around, and when 
the desired reading lines up with the arrow, he's 
all ready to go. The machine does the work 
of shifting gears, he merely swivels a lever 
and starts and stops the spindle drive. 


PULL-OUT QUICK ADJUSTING 
MICROMETER DIALS 


He doesn't have to add or subtract mentally 
when adjusting the work to the cutter. Just 
pull out the dial, rotate it to match the zero 
mark with the starting line, and then start the 
adjustment from zero. There's no “play’’ or 
looseness to throw the dial marks out of register 
with the zero line; the clutch teeth take care of 
that. Cross, vertical and table hand adjustments, 
front and rear, have these dials. 
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7 COMPLETE DUPLICATE | 
REAR CONTROLS HT 
The convenient arrangement of ۳ է. 


rear controls. All within reach, pnt 
without walking or stretching. y 4 
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Easy, Safe and Convenient էօ Operate 


the large, easy-to-see feed dial clicks 
around to the various readings. Incident- 
ally, it requires only a few seconds for a 
complete revolution. As soon as the lever 
is released, the dial stops, and the proper 
gears are in mesh to produce the feed indi- 
cated by the arrow. 


Engaging or disengaging the main drive 
clutch requires no more effort than a light 
touch on the starting lever. Here again, 
the machine does most of the work. A 
hydraulic mechanism engages the clutch 
spool, reducing the effort of starting to a 
small fraction of the conventional design. 


All control levers are easy to reach—easy 
to engage. Power feed levers for all feed 


movements—table, cross, and vertical—are 


Because the Dial Type Millers are easy 
and convenient to manipulate, the operator 
finds it easy to turn out more work without 
additional effort . . . he can earn more while 
your shop costs go down. Here are the 
factors which contribute to this unusual 
ease of operation: 


First of all, it's no effort to change speeds 
or feeds, and it may be done while standing 
either at the front or rear of the table. In 
any case, the machine does the actual work 
of shifting gears; while the operator merely 
swivels a small lever. There's no clashing 
or “dead ending” of gears, for the shifting 
mechanism slides them in and out of mesh 
in perfect coordination. While the shifting 
lever is engaged, say in the “‘feed’’ position, 








NEW OVERARM BRACE ո» 
FOR 
EXTRA HEAVY CUTS 


New type of brace rigidly 
ties knee to overarm; adds 
strength to withstand those extra 
heavy cuts. 
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STANDARD V-BELT 
DRIVE; ACCESSIBLE 
COOLANT PUMP 


When the hinged cover is 
opened, the motor automatically 
stops; an important factor in 
safety. 








independent directional controls. Hand 
adjustments are provided with anti-friction 
bearings for easy and accurate adjustment 
of the work to the cutter. 


Horizontal machines are equipped with 
duplicate power and hand controls at the 
operator’s rear working position (behind 
the table at the left-hand side of the 
column). With this arrangement, the work 
never obscures the operator’s view of the 
cutter, for he can work from the front or 
rear as the job requires. Quite naturally, 
spoilage drops to a new low. 


Dial Types are safe, too. There are no 
exposed rotating parts; hand cranks and 
handwheels automatically disengage when 
released; a built-in switch automatically 
stops the motor as soon as the hinged cover 
at the rear is opened; when the spindle drive 
is disengaged, a multiple disc brake auto- 
matically and instantly stops the spindle. 


Accurate Results 


Several factors contribute to the better 
than average accuracy which may be 
obtained. Liberal proportions of the 
principal castings, plus the rigid four- 
bearing precision, anti-friction mounting 
of the spindle (self-compensating at the 
rear for temperature changes), fulfill the 
basic requirements for accurate results. 
Wide bearing surfaces on top of the knee, 
with narrow center guide construction, 
promote smooth cross adjustment of the 
saddle. All flat bearing surfaces are hand 
scraped to accurate gages. The ample 
length of knee bearing on the column pre- 
vents the knee from sagging, assures milled 
surfaces that are flat and parallel to the 
table. Pull-out micrometer dials provide a 
simplified method of setting the dials before 
adjusting the work to the cutter. 
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Coolant is conveyed to the cutter through armored 
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, EVIDENCE 
| OF STRENGTH 


Rear view of the No. 3 
Plain Dial Type. Smooth lines 
indicate the sturdy construction. 
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PLEASING APPEARANCE 
TO THE LAST DETAIL 


metal braid hose and flexible copper tubing. 





High Stock Removal 


۸ new type of overarm brace effectively 
ties the knee to the overarm for those extra 
heavy cuts. It clamps to the top of the knee, 
forming the most effective arrangement for 
increasing rigidity. Then, too, short arbors 
can be used with this new brace, since it 
may be clamped right next to the front 
of the saddle. 


Note the ample proportions of the knee, 
saddle, and table castings. The knee 


bearing on the column and saddle bearing 
on the knee are exceptionally wide, while 
the table has plenty of depth in addition to 
underneath surface-plate ribbing. These 
are the proportions that resist twisting and 
deflections; withstand the strain of extra 
heavy cuts. 


Dial Type Milling Machines are designed 
for miscellaneous milling operations, and 
quite naturally they also handle the heavy 
stock removal jobs in their stride. They 
have the power and stamina to remove 
metal quickly . . . a cost-reducing asset for 
both tool room and production work. 


Notice the sturdy proportions of the 
principal castings, shown to advantage in 
the several views of the complete machine 
throughout this booklet. The column has 
the smooth lines so essential to a rigid and 
substantial supporting element. It looks 
massive, and the generous thickness of 
walls and heavy ribs substantiate the 
appearance. The overarm of the horizontal 
machines is unusually heavy, constituting a 
rigid support for the outer end of the arbor. 
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MASSIVE VERTICAL HEAD => 


Rear view of the No. 3 Vertical Dial Type. 
Massive proportions of upper part of column add plenty 
of reserve strength for heavy face milling operations. 
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PLENTY OF OIL ۱ 
WHERE IT'S NEEDED 


Pressure oil-shot system for the saddle and table 
parts. No hard-to-find oil holes for the operator to 
overlook; with a few strokes of the plunger, the oil-shot 
por takes care of all the saddle-housing-table 

earing surfaces. 


Long Useful Life-Span 


chrome-nickel steels for the gears and 
shafts, Meehanite metal for all iron cast- 
ings. Heat-treatments for gears, spindles, 
and shafts employ the latest scientific 
equipment. Test after test —an inspection 
after each operation on every part--assures 
no faulty workmanship. Adjustments can 
be taken care of by the average operator. 


All these factors combine to minimize 
maintenance expenditures and yearly de- 


preciation. And when you must turn out 
the work quickly, the Dial Types are on the 
job and ready to go at a moment's notice. 


CINCINNATI Dial Type Milling 
Machines have many features and design 
characteristics that keep them young in 
performance when they become old in years. 


Lubrication is a relatively simple pro- 
cedure. All parts within the column are 
automatically lubricated by a pump and 
splash system; all parts within the knee are 
likewise automatically lubricated by a pump 
and splash system; while all parts within 
the saddle and housing are lubricated by 
a pressure oil-shot system. High-grade 
materials are used throughout; high content 
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Dividing 284 Accuracy 


ACTUAL ACCUMULATIVE ERROR IN 
INDEXING FOR DIVIDING HEAD IS .001" 


Checking the indexing accuracy of a Cincinnati 
Dividing Head by means of an Optical Microm- 
eter and a circular scale graduated in degrees. 
The actual accumulative error of this head is 
.001" in a 12" circle. 
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This circle and the 
line at the left graphic 
trate CINCINNATI 


secting Every CINCINNATI Dividing 
illus- Head is thoroughly checked to 
iding give you a precision instrument 
Head accuracy. The a of the highest order. Accuracy 
wire .018” in diameter, €n- is built in at the start. 

trasted with а 12-foot 8 
circle, represents to a true sc 
the maximum allowable accum 
lative error in standard CI 
CINNATI Dividing Heads. 4 
tually, the wire is but "- 


26410 
the circumference of the circle} 


Fine materials, correct design, 
and special manufacturing facili- 
ties, combined with the work- 
manship of skilled craftsmen, 
are definitely responsible for 
the close accuracy and fine 
performance of CINCINNATI 
Dividing Heads. 


This is precision indexing. 


A CINCINNATI Universal 
Dividing Head is sup- 
plied as standard equip- 
ment with all Cincin- 
nati Universal Milling 
Machines. The use of 
the Dividing Head equip- 
ped with the Wide Range 
Divider (supplied 
at extra cost— see page 
! 24) enables you to 
quickly select divisions 
from 2 up to 400,000 
without the изе of 
change gears or addi- 
tional index plates. 





ATTACHMENTS AND ACCESSORIES 
SUPPLIED AT EXTRA COST 





RACK INDEXING 
ATTACHMENT... 


used with rack milling attachment. 
It is connected to the leadscrew at 
end of table, and consists of 
indexing and locking plate with 


PRECISION MEASURING 
EQUIPMENT... 


helps you space holes accurately 
to very close limits. Simple ۰ . 

fast . . . ideal for jig boring when 
holes are relatively close together. 





PLAIN INDEX HEAD 


built with 12" and 16" swing for ordinary gear cutting and similar 
work that is machined by being indexed between centers. It 
indexes three and five divisions. and all even numbers from 4 to 
50, inclusive. 

@Publication No. M-835. 


change gears. Different combina- 
tions of gears enable racks of 
different pitches to be machined. 


G Publication No. M-568 





16" CIRCULAR MILLING 
ATTACHMENT... 
Hand feed is illustrated. Has 
16" diameter table. Circumference 
graduated in degrees to facilitate 

angular settings. 


@Publication No. M-573 


20" AND 24۳ CIRCULAR MILLING ATTACHMENTS. . 
Power feed is shown. Built with 20” and 24” diameter tables. 
Dogs for automatic throwout are provided. Table of attachment 
is graduated in degrees to facilitate angular settings. Easy to 
setup. Gives you the equivalent of a rotary table miller. 


@Publication Պօ. M-573. 


@Publication No. M-624. 





GEAR CUTTING ATTACHMENT... 


for all classes of spur gear cutting and similar work requiring a 
high degree of accuracy. Spiral milling head consists of this 
same attachment with driving shaft for connecting to machine 


@Publication No. M-835 


leadscrew. 


INDEXING EQUIPMENT . 
for circular milling attachment. 


Indexing plates same as standard 
or high number plates used with 


the Universal Dividing Head. 
@Publication No. M-568 








RACK CUTTING 
ATTACHMENT... 


for cutting racks, ordinarily used 
in connection with rack indexing 
attachment. Built with either 
114" or 124° diameter spindles. 
Vise is 34" long and takes work up 
to 5 3° wide. 


G Publication No. M-568 





MOTOR DRIVEN UNIVERSAL 
ATTACHMENT ... 


mounted on special overarm for 
milling bevels, flats and angles; 
milling slots in  jigs, fixtures, 
moulds, dies and patterns. Over- 
arm can be used for regular arbor 
support. 


G Publication No. M-632 








HEAVY VERTICAL 
ATTACHMENT ... 


is ideal for your face milling where 
there is not enough work to keep 
a Vertical Milling Machine busy. 
Spindle speeds same as machine. 


(Publication No. M-960 


RAISING BLOCKS ... 


give increased range to your 
Dividing and Index Heads. Height 
of blocks, 2" to 3". 


Q Publication No. M-644 


RIGHT ANGLE PLATE... 


for setting up Dividing Head or 
small fixtures at right angles to 
table T slots. Equipped with 
suitable tongue strips to fit table 
T slots. 


Gg Publication No. M-644 


HIGH NUMBER INDEXING 
ATTACHMENT ... 


for regular dividing and plain and 
spiral heads. Three special index 
plates. Indexes all numbers up to 
and including 200; all even num- 
bers and those divisible by 5 up 
to 400. You can apply them to 
your old Dividing Head. 


Gg Publication No. M-835 


UNIVERSAL SPIRAL 
ATTACHMENT ... 


for milling spirals of any angle on 
a Plain Miller, or angles greater 
than 48 degrees on a Universal. 
Mills in horizontal, angular or 
vertical plane. Spindle speeds 
same as machine. 


Gg Publication No. M-804 


ENCLOSED DRIVING MECHAN- 
ISM FOR SPIRAL HEADS AND 
DIVIDING HEADS... 
Spirals can be milled advantageous- 
ly on Plain Machine equipped with 
Universal Spiral Milling Attach- 
ment and Universal Dividing Head 
equipped with standard enclosed 
driving mechanism. Equipment 
includes set of change gears. Lead 
range, 2," to 100". The open 
type driving mechanism is also 

available. 


@Publication No. M-741 





HIGH-SPEED UNIVERSAL 
MILLING ATTACHMENT... 


has high speeds for small to medi- 
um size cutters. Swivels to any 
angle in a plane parallel to the face 
of the machine column, or 90° in a 
right angle plane. Cross range, 
7 inches, plus cross range of ma- 
chine. Can be equipped at extra 
cost with quill hand feed device 
and quick change adapter. 


@Publication No. M-803 


SEMI-HIGH SPEED VERTICAL 
ATTACHMENT... 


will help you key seat, die sink, 
mill T slots and work of similar 
character. Swivels through 360 
degrees. Spindle speeds 1 14 times 
speeds of High-Speed Dial Types 
and 2 times speeds of Medium 
Speed Dial Types. 


@Publication No. M-963 


SLOTTING ATTACHMENT... 


For your operations where a slotter 
is not available; for keywaying, 
die and tool work. Tool slide can 
be set any angle through 360 
degrees. Stroke from 0" (zero) to 
4°. Set of slotting tools supplied 
at extra cost. 


@Publication No. M-919 


Nos. 3 and 5 PLAIN VISES... 
used on Plain Machines. Depth, 


width and opening of jaws: No. 3 
1247 id x 4°; No. 5—2!5" x 


O Publication No. M-566-1 


Nos. 3 and 5 SWIVEL VISES... 


used with Universal Millers. Can 
be converted into plain vise by 
removing swivel base. Depth of 
jaws, etc., same as corresponding 
size of plain vises. 


QG Publication No. M-566-1 


TOOL MAKER'S UNIVERSAL 
ՅԵ... 


for general tool room work. Can 
be swiveled in vertical position 
up to and including 90 degrees — 
360 degrees in a horizontal position. 


QG Publication No. M-566-1 











QUICK CHANGE ADAPTER, йш а С 
ARBORS AND COLLETS... E 
enable you to replace one cutter 
with another in 20 seconds or less. 
Now, many operations can be done 
with one setting of work. 


G Publication No. M-625 


ian | 
CAP-TYPE ARBOR SUPPORT... ա 


mounted between slotting cutters, 
allows you to quickly and easily 
remove the arbor without disturb- 
ing the setting of the cutter gang. 


@Publication No. M-626 
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CAM MILLING ATTACHMENT — 
POWER OR HAND FEED... 
for milling face cams 16" in diam- 


HIGH-SPEED ATTACHMENT .. eter and cylindrical cams 8" in 


for Vertical and Horizontal ma- diameter. he change from face 
chines. Used for die work and to cylindrical cam milling is readily 
profiling operations оп metal made by turning the worm wheel 


patterns; also model and experi- at PM angles to milling machine 
mental work. Spindle speed 1.6 spindle. 

times spindle speed of High-Speed 

Dial Types and 3.4 times spindle 

speed Medium Speed Dial Types. 


G Publication No. M-858 


Gg Publication No. M-857 





KEYWAY MILLING 
ATTACHMENT... 


for rounding out the ends of key- 
ways. Mounted on face of column 
and supported by overarm. Quill 
adjustment and fixed stops provide 
fast, accurate method for position- 
ing cutter to depth. 


SPECIAL TWO-SPINDLE VERTI- 
CAL MILLING ATTACHMENT .. 


for milling channels in aero-engine 
baby rods, etc. Outer spindle has 
both horizontal and vertical ad- 
justment for lining up with inner 
spindle. Depth of cut is con- 
trolled by knee adjustment. 





WIDE RANGE 
DIVIDER ... 


with Cincinnati Universal 
Dividing Head, gives you 
a rapid selection of divi- 
sions from 2 to 400,000 
and any angle at intervals 
of six seconds without 
the use of change gears 
or additional index plates. 
Keyways, slots and holes 
can be quickly spaced in 











angular relationship to 
each other. Can be used 
for indexing bevel or 
spiral gears. Your pres- 
ent Cincinnati Head can 
be rebuilt and equipped 
with the Wide Range 
Divider at low cost. 


@Publication No. M-972 


CUTTER COOLANT 
PUMP... 


Individually motor driven, 
including !4 h.p. motor, 
starter, and piping. May 
be easily installed on 
your machine. 


@ Publication M-958 
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FRONT OF MACHINE 








FOUR-POSITION TURRETSTOP 
FOR VERTICAL MILLERS ... 


provides you with a faster, easier, 
more accurate method of setting 
spindle for step-milling. 


O Publication No. M-626 








ARBORS—No. 50 SERIES TAPER 
For Cincinnati Plain and Universal Dial Type Milling Machines 


STYLE B 


INCH SIZES 


Usable Length | —— of Keyway 
of Cutter | Bearing Collar ՛ Code Name 
Width Depth 
۱ Г | TENAR 
* Ա 
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۲1۲ مس ع‎ suitable bushings for 234" diameter bearing collars are included in the price of these arbors. 


SHELL END MILL ARBORS—Style C 
For Cincinnati Plain, Universal and Vertical Dial Type Milling Machines 


| 1 8 SHEMA 50- 4 
ALN 1 ۳ — 50- 66 
| э \ Lg— SHEPU 50-1 C4 
БӘ | 3-3): | B0-1!4C 4 

j | | | | 50-1 14C 74 

igh 50-2 Ci, 





Chrome nickel heat-treated screws for holding shell end mill. on arbor are 
furnished with all arbors 


Wrenches are furnished with arbors 1!4C 74, 1!5C 7$ and 2C 14. 
* 


QUICK CHANGE ADAPTER, ARBORS AND COLLETS 
For Cincinnati Plain, Universal and Vertical Dial Type Milling Machines 





QUICK CHANGE COLLETS 
(Includes Draw-in Bolt) 


Catalog No. 


50-NS—FEB 7 
50-NS—FEB 9 
50-NS—FEB 10 

11 








SPECIFICATIONS FOR CINCINNATI PLAIN 


DIMENSIONAL DRAWING 
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fey N.CTAP 
SPINDLE NOSE TABLE AND T-SLOT FLOOR PLAN 

STANDARD FLANGED END PC-336 

WITH NO 50 SERIES TAPER 
Size of NM EE Արա SENE SEE 5 Size of 
Machine _ A B Min., Max. D Е Е Ј K L|M » N P f= Min. ‚| Min. “| Machine 
No. 2 30141 6% | 9 197] 74 | 1614| say, | 5014| 4614| 19 | اتود‎ а | 4:5 | 73, | 0 | 19 224| 0 در‎ No. 2 
No. 3 3314| 73% | 1041 23, 141 | 1834| 3314 | 59 | 55 | 202; 27:4 44 | 6 | 8% | 0 | MOS 
“No. 4 38241 7% | 1114| 25%! 1H | 2214| 334| 59 | 55 | 205132: 4, 8% | 0 | зод 2714| 69%|..... 
Size of որո: w^ | Size of 
Machine | Min. Мах V | W | X | هه‎ | CC | DD | EE | FF | GG | HH| JJ | KK | LL |MM| NN | PP | RR | 12606 
No. 2 205: 4914| 64H| 2714| 3014| SH 24 | 24 | 6 | دهد‎ H | H|7& |1м | 22H| 19| 50 ээн 99 | Мо. 2 
No. 3 2314| 5734| т0 2914| 3214| 6234| 334 | 314 | T4 | 15%! H | هو‎ | 1 |1H |273| 174| 572115261114] мо. 3 
No. 4 2714| 6934| Тон 2914| 3214| 7814| 314 | 3 | 8 1167 H | s| 1 |14 | 9074 194! 693411391411914) Мо. 4 


EQUIPMENT SUPPLIED AT EXTRA COST 


(nominal swing) : 10" for No. 2 Machine; 12" for No. 3 Machine; 
14" for No. 4 Machine. 


ENCLOSED DRIVING MECHANISM SEGMENT, in- 
cluding change gears for spiral milling, leads range from 215" 
to 100" (only) for Standard Universal Dividing Heads. 


VISES, CHUCKS, AND CHUCK ADAPTERS: 
* Attachments". 


ARBORS, ADAPTERS, COLLETS, QUICK CHANGE 
ADAPTERS: See page 25. 


STANDARD ATTACHMENTS: See pages 22, 23 and 24. 


See 


ARBOR SUPPORTS: (a) Style “В” with 214” adjustable 
arbor bushing without lug for brace for use on No. 2 Machine. 
(b) Style “А” with adjustable arbor bushing for pilot end 
arbors, for use on Nos. 3 and 4 Machines. 


STANDARD UNIVERSAL DIVIDING HEAD EQUIP- 
MENT, including tailstock with 2-point adjustable center; 
steady rest; one plate for indexing through 40 to 1 reduction — 
all numbers up to and including 60, all even numbers and those 
divisible by 5 up to 120, and many beyond; one plate for direct 
indexing; one center for headstock; and provision for connect- 
ing head to enclosed driving mechanism segment. Sizes 








__ RY 


| (Ж Aul 





HIGH-SPEED DIAL TYPE MILLING MACHINES 


GENERAL SPECIFICATIONS (MODEL ER) 


No. 3 Plain 


TABLE 
Working surface 
Size over all 
T-slots (number and size) 
Distance between T-slots 


62 21216 14" 
62 !5'x15 4" 


Three— H" — 
м , 


78 1.5" x16 М м, 
18 6 i A 


— distance from centerline of spindle to top of table 

Minimum distance from centerline of spindle to top of table 
FULL WIDTH 

Column to brace 

Column to inside of outer arbor support bushing—with brace in place, 
OVERARM —Rec 

Distance from under-side to centerline of arbor 
ARBOR SUPPORTS-—Aluminum; Self-oiling. 


Number 
SPINDLE —Chrome nickel steel 
Flanged end with standard taper hole, 
Diameter of nose 
Size of hole t 1% 
18, 22, 27, 34, 41, 
51, 63, 78, 97, 122, 
152, 188, 230, 286, 


1 ՛ 
18, 22, 1f 34, 41, 
51, 63, 78, 97, 122, 
152, 188, 230, 286, 
357, 445, 550, 675, | 357, 445, 550, 675, 


333, 414, 515, 635, 
1045, 1300 840, 1045, 1300 


Yes 


32 
16* to 40° 


Front and Rear 
Front and Rear 
Front and Rear 
Front and Rear 
Front and Rear 
Front and Rear 


Multiple Disc, Oil 
"x118" 


1 
113 sq. ft. 


9,150 ۰ 
10,500 ۰ 
10,900 ۰ 
100"x84'x54* 

263 


HICIK 
HITIP 


Yes 


Front and Rear 
Front and Rear 
Front and Rear 
Front and Rear 
Front and Rear 
Front and Rear 


p.m. 
7 145-10 h.p. 


Automatic 
Oil Shot 


Multiple Disc, Oil 
x114* 


114* 
90 sq. ft. 


8,480 Ibs. 


780, 970, 1200, 840, 
1500 


Front and Rear 
Front and Rear 
Front and Rear 
Front and Rear 
Front and Rear 
Front and Rear 


Automatic 
Oil Shot 


Multiple Disc, Oil 
98297 E 


66 sq. ft. 


6,350 ۰ 


Reverse 
FEEDS-—Inches per minute 
Number of feeds 
Range— Table ni cross feeds 
Low Series— 4 at 20— 12, 5%, 4, 1, 1%, 1 M 214, 2*4, 3%, 4%, 


9 3%, 1534 
High Series 1 do | to 40— 1, 114, 1%, 2, 234, 312, 44, 5 ۲۵, 714, 9%, 1114, 
У, 1934, 2434, 30 34, 40. 
Full * apt feeds is obtained by shifting auxiliary lever located on right side 
of machine (bracket of knee). 
Vertical feeds are 8/10 of table and cross feeds given above. 
OPERATING CONTROLS 
— poe longitudinal and vertical adjustments 
c es, by power 
Feed changes, by power 
Single — —7 cross, longitudinal and vertical power feeds 
Spindle start and stop 
Power rapid traverse in all directions with spindle stationary or running 
"n ID TRAVERSE RATES. Inches per minute 


5 24, 75%, 


| مج س‎ ting (Al “Electrical Equi t Specifications") 
wer ratin so see ectrica uipmen cifications 
LUBRICATION а d = 

Column and knee 

Saddle and table 

UTCH 


Area 
SHIPPING WEIGHTS AND DATA—AIl weights are for enclosed multiple “V” belt 
motor drive or chain motor drive, exclusive of motor and control equipment. 
Net weight 
Gross weight, domestic 
سس‎ weight, export 
te size of case 
pproximate cubic feet 
сф —Chain motor drive, exclusive of motor 
CODE NAME Euri multiple "V" belt drive, exclusive of motor 
(Supplied as standard equipment unless otherwise specified). 





STANDARD EQUIPMENT—Supplied with the machine 


ARBOR SUPPORT BUSHING ADAPTER M-01 (includes 
adjustable bushing, nut, washer, and screw) for Style “А” 
arbors, Nos. 3 and 4 Machines only. 


ARBOR SUPPORTS: No. 2 Millers—one Style “В” with 
214° adjustable arbor bushing and provided with lug for 
brace—one Style “А” with adjustable arbor bushing for pilot 
end arbors. Nos. 3 and 4 Millers—one Style “В” with ۳ 
adjustable arbor bushing without lug for brace—one style 
“В” with 216" adjustable arbor bushing and provided with 
lug for brace. 


ADJUSTABLE ARBOR TIGHTENING ROD. 


WRENCHES. 
COOLANT PUMP. 
OVERARM BRACE. 








SPECIFICATIONS FOR CINCINNATI UNIVERSAL 


DIMENSION AL DRAWING 
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— 
^ oor on 
۱ МСТАР 
SPINDLE NOSE TABLE AND T-SLOT FLOOR PLAN 
— տաղա talon — 

Size of С | 

А رسک بر‎ A | B Min. Max) D| Ք |Ք  ل‎ К | لا‎ | 9 | 1 | Р |R | Min. Мах. Min. Max Machine 

No. 2 301| 6% 5014| 4614| 19 | 26. 4 4:4 | ۲26 | ۵ | 184| 29 ات‎ ۰ No. 2 

No. 3 3314| 734 | 11 &| 29 4| 14 | 1834| 334| 69 65 | 203| 27:4 ay | 6 |85 | о |194| 1 67x%)l..... No. 3 


— | — — — — — ա | առան ա Հպ | — — — — — | — — — — 


TT No. 4 
թթ | GG | HH | JJ | KK | LL |MM| NN | PP | RR |. мш 
аам H| a | ам азм شود‎ вон өөн 99%) мо. з 
ави a| ۶6 | 1 | 1 ати ата, 671/11۵14110) мо. з 
16% nl sla l1 | sow) 19: 69:4199:4119 — No. 4 





س |_| | — — — | م س — سے 


EQUIPMENT SUPPLIED AT EXTRA COST 


VISES, CHUCKS, AND CHUCK ADAPTERS: 
“Attachments”. 


ARBORS, ADAPTERS, COLLETS; QUICK CHANGE 
ADAPTERS: See page 25. 


STANDARD ATTACHMENTS: See pages 22, 23 and 24. 


See 


— Min. Мах.) V w X AA | CC | DD | EE 
No. 2 20 <) 48*6۱ 64H| 27:5 3014| 524 2% | 24 6 
No. 3 23 ۲ 6734) ТОМ 2914| 3214| 62 14| 31 | 4 | ты 
No. 4 2734) 6934) TO H! 2914) 3214| 7814| 314 | 31 |в 
ARBOR SUPPORTS: (а) Style “В” with 216° adjustable 


arbor —— without lug for brace for use on No. 2 Machine. 
(b) Style *A" with Adjustable arbor bushing for pilot end 
arbors, for use on Nos. 3 and 4 Machines. 


LONG AND SHORT LEAD ATTACHMENT with a range 
.010" to 1000" or .024 to 2400 centimeters. Maust be installed 
at factory before machine is shipped. 


НЕННЕ a aa aa а Li vo Lo dá [Q0 
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HIGH-SPEED DIAL TYPE MILLING MACHINES 


GENERAL SPECIFICATIONS (MODEL ER) 






No. 4 Universal No. 3 Universal No. 4 Universal 















62 14"x15 ۲ 
62 !2'x15 4" 
Three— +i" 









EVE AM Ւ а. 14 

ՆԱՅՆ ԱՆԱՆ ՃԱՆԱ 6212" 

i OA ACIEM ۰ No. 5 

аа буу” 55,"‏ عوقو نی وی 

FI ORAS UD SED UTE 114" 1 ۳ 

OEE 18, 22, 27, 34, 41, | 18, 22, 27, 34, 41, 
51, 63, 78, 97, 122, | 51, 63, 78, 97,122, 
152, 188, 230, 286, | 152, 188, 230, 286, 
357, 445, 550, 675, | 357, 445, 550, 675, 
840, 1045, 1300 840, 1045, 1300 

ԳԱԱ 9t es Yes Yes 

— —— 32 32 32 

Gite anise aaa 12" to 40° Lé" to 40" 16" to 40° 


Front and Rear 
Front and Rear 
Front and Rear 
Front and Rear 
Front and Rear 
Front and Rear 


Front and Rear 
Front and Rear 
Front and Rear 
Front and Rear 
Front and Rear 
Front and Rear 


Front and Rear 
Front and Rear 
Front and Rear 
Front and Rear 
Front and Rear 
Front and Rear 









» و و و‎ » օօ ոօ օօ օօ 
+ ж = ж ж t t! ж |) + + 
ՓօՓ.ՓՓՓՓՓ..Փ ۵ ә.ф 
* و‎ ж t t + ж ب‎ + + ж + 


20069 00-0 ә و‎ ۵ 0 


* а 2799792932895 
* + ж = ж + # ж ж + + + + 
و و و‎ єз ж в а э а ж е ө 
* و‎ ж ж ntt مب و‎ э و‎ t n 


. o» 9» 610.0, 0 . * 5» օօ. » * 


. 0 » » 9" * à *» * » 3 * 


+ 9 مب هب ere eee eer‏ 9 و و . 


(See standard equipment list below) — 
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* + * eee # + ب‎ + + nw, + 
see * » » à  ه‎ * * 3 * 
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TABLE 


Working 5шгїасе.................................................. 
Սր oa a ан Ор ———— 
T-slots (number and єїте).......................................... 
Ee THAM. еве eni ee he EI RS 
dal ups o n.o و‎ АНОНС SNNT 


RANGE 


Minimum distance from centerline of spindle to top of table............ 


FULL WIDTH 


Column te ahe o IE 
Column to inside of outer arbor support bushing—with brace in place 


OVERARM —Rectangular 


Distance from under-side to centerline of arbor. ..................... 


ee, ee Self-oiling 
um 
— HEAD. (See standard equipment list below) 


O 6 6 6 6 0 6 0 6 6 6 6 6 6 6 6 46 6 6 6 6 ۵ نا‎ OEE ет ۵ 0 6 0 OG 6 6 6 6 0 6 0 6 ها‎ 0 06 6 0 ۵ 6 ۵ ۵ 6 6 6 о о о о о 


SPINDLE —Chrome nickel steel 


Flanged end with standard taper հօլօ................................ 
ПОЕ ИСИН ЕЕН ET MC PIECE MEME 
(LÀ را‎ РИО ИРЕТ И EME Ee Pas Cee EP 
Speeds, r.p.m. (twenty-one in approximate geometrical progression)... . . 


Dre TEE EU ԿԵԱՆ Ն ՆԱՄ ՀԱԿ ҮК ТҮЗӨ Ո ԲՈ PO O OT‏ دپ 


FEEDS—Inches per minute 


OE MEE o oa ee ee ee‏ را 
Low Series— 4 to 20— у, % 54, 1, 136, 134, 21$, 234, 354, 454, 5*4, T 4,‏ 


12 ۶6, 16%, 20 


97$, . 
High EI to 40—1, 114, 115, 2, 234, 312, 4 4, 515, 7,4, 914, 1114, 


15 14, 1924, 2424, 40. 


Full range of feeds is obtained by shifting an auxiliary lever located on right side 


of machine (bracket on knee). 
Vertical feeds are 8/10 of table and cross feeds given above. 
OPERATING CONTROLS 


Hand cross, longitudinal and vertical adjustments..................... 
Speed changes, by розег........................................... 
Սնեք GRE. БҮ NOE os coco E exui tera о оаа AE DUC 
Single independent cross, longitudinal and vertical power feeds......... 
سا‎ LE дй Мр. АУЕ ЫЬ БЕУ Eee ооа aaa aa 
Power rapid traverse in all directions with spindle stationary or running 


POWER ID TRAVERSE RATES—Inches per minute 


BN NM ia AUCH Հաա UR UE E SEG COED TER ԱԱ նկա s ra 100* 100" 100" 
OCURRE QUOC — — — — — ——— ——— —— մեն 100" 100" 100” 
ыўмча!............ ШИШИШИ 80" 80° 80° 
را‎ —— 600 ۵ 600 ۰ 600 r.p.m 
Horsepower rating (Also see “Electrical Equipment Specifications”)................ 5-7 ۶ h.p 7 ۲-10 ۰ 10-15 h.p 
LUBRICATION | . 
Lib նան INI ШКУ ГУЛГО E RAT UV Г КККК ГГ ГУ КК КГ CC EE ag Automatic Automatic Automatic 
بت‎ Oil-Shot Oil-Shot Oil-Shot 
ore ee gc یر‎ Seu E DERE ԱՎ ԱԱ ՆԱՆԱ d OO pou ԱԱԿ 12224 Multiple Disc, Oil | Multiple Disc, Oil | Multiple Disc, Oil 
ում 7 Û ВИИИ cco աակ EOE աաա թա Աոա LN 98°x97 Ж%” 114'x114* 138'x118* 
یف‎ LECCE DIO ERIGI ON CE Ce A RACER ARS RR ատա Լան 66 sq. ft. 90 sq. ft. 113 sq. ft. 
SHIPPING WEIGHTS AND РАТА —А!! weights are for enclosed multiple "Մ" belt 
motor drive or chain motor drive, exclusive of motor and control equipment. 
DIM REBEL «արն kat oda 6,700 ۰ 9,100 ۰ 10,100 ۰ 
Sls 5 opo 0 وا‎ PME 7,800 Ibs 11,500 Ibs. 
ОТШ ЛИШИ و‎ SRL TUNES 8,000 Ibs 11,900 Ibs 
Approximate size of саве........................................................ B8'x74'x52" 100'x84'x64* 
Mete СИБИ ОИ و‎ OG oe E ba eae аач 196 312 
CODE NAME—Chain motor drive, exclusive of тїоог................................ HISIA HISOJ 
CODE NAME-—Enclosed Multiple “У” belt drive, exclusive of motor............... HIMUL HIPLE 





(Supplied as standard equipment unless otherwise specified.) 


STANDARD EQUIPMENT—Supplied with the machine 


STANDARD UNIVERSAL DIVIDING HEAD EQUIP- 
MENT, including tailstock with 2-point adjustable center; 
steady rest; one plate for indexing through 40 to 1 reduction — 
all numbers up to and including 60, all even numbers and 
those divisible by 5 up to 120, and many beyond; one plate for 
direct indexing; one center for headstock; and provision for 
connecting head to enclosed driving mechanism segment, 
Sizes (nominal swing): 10" for No. 2 Machine; 12" for No. 3 
Machine ; 14" for No. 4 Machine. 

ENCLOSED DRIVING MECHANISM SEGMENT, in- 
cluding change gears for spiral milling, leads range from 212" 


to 100" (only) for Standard Universal Dividing Heads. 
OVERARM BRACE. 


—— —— ааа SS nn nen ess nts een 





COOLANT PUMP. 


ARBOR SUPPORTS No. 2 Millers—one Style “B” with 
2%” adjustable arbor bushing and provided with lug for 
brace—one Style “A” with adjustable arbor bushing for pilot 
end arbors. Nos. 3 and 4 Millers—one Style “B” with ۳ 
adjustable arbor bushing without lug for brace—one Style 
"B" with 214” adjustable arbor bushing and provided with 
lug for brace. 


ADJUSTABLE ARBOR TIGHTENING ROD. 


ARBOR SUPPORT BUSHING ADAPTER M-01 (includes 
adjustable bushing, nut, washer and screw) for Style “А” 
arbors, Nos. 3 and 4 Machines only. 

WRENCHES. 





SPECIFICATIONS FOR CINCINNATI VERTICAL 


DIMENSIONAL DRAWING 
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مان‎ PER / 4000 
— 3-41 NC TAP 
SPINDLE NOSE TABLE AND T-SLOT FLOOR PLAN 
STANDARD FLANGED END ۳-0 
WITH NO 50 SERIES TAPER. 
Size of 
| Machine _ A Min. |*Мах. | Min. | Max. F J K L M Min. | Max. | Min. | Max. Մ եմ مج‎ 
No. 2 14 0 |18H | 9: | 21% | 33H | 50% | 4614 | 19 26% | 225, | 50у; | 2054 | 4916 | 78H | 27: No. 2 
No. 3 18 о | 2291+ | 10H | 27% | 383; | 59 55 2034 | 30% | 27% | 573; | 2312 | 573; | 8534 | 2914 No. 3 
No. 4 18 0 | 221+ | 11% | 27% | 38% | 59 55 2034 | 30% | 2714 | 693; | 27% | 693; | 852; | 2914 No. 4 
Machine | X | AA | cc | рр | EE | FF | co | нн | уу | xx | xx | mu | mx | pp | вв — 
No. 2 3012 | 821 | 2% | 25| 6 124% | H н % 1X | 247 | 17H | 50у; | 994 | 985: |...... Պօ. 2 
1۲0. 3 3214 | 62:42 | 31x | зм | 7۲۵ | 1814 | Н 56 1 1j | 3177 | 165; | 573; 11515 6 ...... No. 3 
No. 4 3214 | 7814 | 33 | 81 | 8 161) | H 5% 1 1H | 3234 | 15% | 693; [1396 |1113 |...... No. 4 


*NOTE—Maximum dimension “B” is with head in extreme up position and knee in extreme down position. 


EQUIPMENT SUPPLIED AT EXTRA COST 


POWER FEED AND POWER RAPID TRAVERSE to the 
Vertical Head. 

TURRET STOP, four-position with dial indicator. 

REAR HAND ADJUSTMENTS AND REAR POWER FEED 
CONTROLS: Cross and vertical, supplied at factory only. 
(Not supplied as standard equipment on Vertical Machines.) 

VISES, CHUCKS, AND CHUCK ADAPTERS: See 
“Attachments”, 

ARBORS, ADAPTERS, COLLETS; QUICK CHANGE 
ADAPTERS: See page ۰ 


STANDARD ATTACHMENTS: See pages 22, 23 and 24. 


STANDARD UNIVERSAL DIVIDING HEAD EQUIP- 
MENT, including tailstock with 2-point adjustable center; 
steady rest; one plate for indexing through 40 to 1 reduction — 
all numbers up to and including 60, all even numbers and 
those divisible by 5 up to 120, and many beyond; one plate for 
direct indexing; one center for headstock; and provision for 
connecting head to enclosed driving mechanism segment. 
Sizes (nominal swing): 10" for No. 2 Machine; 12" for No. 3 
Machine; 14" for No. 4 Machine. 


ENCLOSED DRIVING MECHANISM SEGMENT, in- 
cluding change gears for spiral milling, leads range from ۲ 
to 100* (only) for Standard Universal Dividing Heads. 


]رتست 
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No. 4 Vertical 





No. 3 Vertical 


HIGH-SPEED DIAL TYPE MILLING MACHINES 


GENERAL SPECIFICATIONS (MODEL ER) 


No. 2 Vertical 





TABLE 
Պար MENU. و و‎ exe ele Eheu EE 52 11'x12 ۳ 62 '4"x15 ۳ 78 5"x16 ۲۳ 
oon تن‎ ИИ seni աաա ինա a si tac лнн ՆԱ О ՄԱՏԱ ԱՐԱ: 52} x12 ۳ 62 6 ۳ 78 ۷۳۲16 ц" 
DNE т Е чачса насороро ева Three— H” Three— 1" Three — H* 
ION БЕГИШ DON. co eis э" 314" 314" 
LO У sacan) RR Ce ab NC D eS aca E Cr Ses 28" 34° 42° 
و‎ баре наон ланса oem ae 12° 16° 16° 
VENE LC bre x VA EX 5 կարագանա eis wo S A CaN E ee 13” 16" 16* 
c1 2.5.11 RE А ee me — —— —— f —m — D—úer—— 6” 6” 6" 
Distance from spindle nose to top of orn S موم موم‎ 18" 22" 22" 
Throat dis КОО M նրան թ նանա... (orae xoti dex уза: 14° 18" 18° 
SPINDLE—Chrome nickel steel 
Fass ման VD sued MN II... No. 50 No. 5 No. 50 
ОИ OC s ETT Ga UU Ire T A 7 Бү” 55" 
DIO OE, BOB ی‎ су ече еш» Су узи RS DLE Beles E Med eaa VEN 11$" 1j" 114" 
Speeds, r.p.m. (twenty-one іп approximate geometrical progression)................... 20, 25, 32, 39, 47, | 18, 22, 27, 34, 41, | 18, 22, 27, 34, 41, 
59, 74, 92, 114, | 61, 63, 78, 97, 122, | 51, 63, 78, 97, 122, 
142, 178, 220, 270, | 152, 188, 230, 286, | 152, 188, 230, 286, 
333, 414, 515, 635, | 357, 445, 550, 675, | 357, 445, 550, 675, 
780,970,1200,1500 | 840, 1045, 1300 840, 1045, 1300 
sa D NT ՈՐԱԿ O OOD Yes Yes Yes 
FEEDS —Inches per minute 
DEMNM E NM O ЫЕ QE 2 RUM marea cmi ooo 32 32 32 
n شا‎ Lé" to 40° էշ" to 40" 12" to 40" 
Low Series— 14 to 20— 14, 54, 34, 1, 136, 134, 214, 224, 3%, 454, 634, 7%, 
9 74, 12 35, 1635, 20. 
High Series—1 to 40--1, 114, 1!5, 2, 234, 314, 414, 5!5, 714, 914, 1114, 
15 !4, 19 34, 2434, 30%4, 40. 
Full range of feeds is obtained by shifting an auxiliary lever located on right side 
of machine (bracket on knee). 
Vertical feeds are 8/10 of table and cross feeds given above. 
OPERATING CONTROLS 
Za du GM TOE ایا‎ [2013255 ecd uid ad vue ESSER a TE Front Front Front 
Hand longitudinal айўив!тепї.................................................... Front and Rear Front and Rear Front and Rear 
BEQUEM. دش‎ Front and Rear Front and Rear Front and Rear 
EE دایص‎ LE E SEE Front and Rear Front and Rear Front and Rear 
Single independent cross and vertical power feeds.............................. Front Front Front 
Single independent longitudinal power !еей........................................ Front and Rear Front and Rear Front and Rear 
dro cat, و‎ DOS Front and Rear Front and Rear Front and Rear 


Front and Rear 


Front and Rear 


Front and Rear 


Power rapid traverse in all directions with spindle stationary or running............... 
Rear hand adjustments, cross and vertical; rear power feed controls, cross and vertical are 
вирей only on request and at extra cost. 
POWER ID TRAVERSE RATES —Inches per minute 


SND i eed bes a ow هه‎ ER URDU ean dE S M E CE 100* 100* 100* 
ERN هک ای‎ 100° 100" 100" 
TENE uio ԱՆ Es EU m. bd ео ъа ema erac ره‎ киы 80" 80* 80* 
POWER TRAVERSE TO HEAD. (Supplied at extra cost) 
DT O ODODE DIKE a E 16 16 16 
FUNDI OO E RYE as ev E O E PE E E Ա oe ДЕ ЕЕ .6 Dial Readings .6 Dial Readings .6 Dial Readings 
O O وهی وی یت‎ .3" էօ 12" .3" to 12" .3` to 12” 
Hir Nw m մալ BOE ИИМ Ееее тосо i EUR RATE 31 31 31 
DRI 
ALL СИРО ee е աան 600 r.p.m. 600 r.p.m. 600 r.p.m. 
Horsepower rating. (Also see "Electrical Equipment Specifications”)................. 5-7 ۶ ۰ 714-10 ۰ 10-16 ۰ 
LUBRICATION 
NENNEN ره‎ ҮТ КҮ կ աան EP a e RD OS Pe dog du Automatic Automatic Automatic 
Saddle and table ..................................................... ca i d Oil-Shot Oil-Shot Oil-Shot 
Sif pae: PPE LM c PC AD PO OW RS СОРЫ ERO NCC Sa ae Multiple Disc, Oil | Multiple Disc, Oil | Multiple Disc, Oi! 
ی‎ oq TTN e անան աաա նանն ԱԱ к.а ы 98'x79 +i” 114'x93 ۳ 138'x95* 
ЖАРАШ aaa E ылыа E EUR UB C c c Co p eps cd ox oC E RCM IC 54.3 sq. ft 74.1 sq. ft. 91 sq. ft. 
SHIPPING WEIGHTS AND DATA —All hd gm are for enclosed multiple “V” belt motor | 
drive or chain motor drive, exclusive of motor and control equipment. | 
BEIDE. ند عم ی‎ adis kasd Cox Eau A SDT SE S CH SU 7,100 ۰ 9,300 Ibs. | 9,950 ۰ 
DOM MUN iU ped EEO OOD DEDIR 8,300 ۰ 10,200 ۰ | 10,800 ۰ | 
DU TUNE, INE o Lords eon dc калады ОЕА SC GIG աաա ապատ Անա ԱԱ ec ed edi 8,500 Ibs 10,900 ۰ | 11,550 ۰ 
Approximate size of сазе........................................................ 88'x84'x52 100"x90'x64* |  100'x90'x54* | 
eee ТАРА: و ی‎ ee QUE 223 282 282 | 
co NAME —Enclosed chain motor drive, exclusive of motor........................ HILAC HISAR HISHT | 
CODE NAME-—Enclosed multiple “V” belt drive, exclusive of motor.............. HIELT HIOPT HIQUI | 


d 


(Supplied as standard equipment unless otherwise specifled on order) 


STANDARD EQUIPMENT—Supplied with the machine 


ADJUSTABLE ARBOR TIGHTENING ROD WRENCHES. 


COOLANT PUMP” 








No. 4 Plain 


78!5"x16 14° 
78 ۲۳ 
Three— H" 
314" 
42" 
14° 
207," 
АЫ 
38 ۰ 
345," 
735" 
2 


* 60 
1 
18, 22, 27, 33, 40, 


51, 63, 78, 96, 123, 
151, 187, 223, 281, 


350, 450 


Yes 

16 
14" to 10" 
15" to 20" 


Front and Rear 
Front and Rear 
Front and Rear 
Front and Rear 
Front and Rear 
Front and Rear 


100 
100 
80" 


600 ۰ 
10-15 h.p. 


монь Disc, Oil 
138'x118" 
113 sq. ft. 


9,050 ۰ 


No. 3 Plain 


62!5'x15 14" 

62 ۳ !" 

Three — H" 
зы" 


34° 


No. 50 


ւշ 

1142" 
18, 22, 27, 33, 40, 
51, 63, 78, '96, 123, 
151, , 187, 223, 281, 


' Yes 
16 
14" to 10" 
L4" to ۳ 


Front and Rear 
Front and Rear 
Front and Rear 
Front and Rear 
Front and Rear 
Front and Rear 


100* 
100* 
80” 


600 ۰ 
715-10 h.p. 


Automatic 

Oil Shot 
Multiple Disc, Oil 

114'x114" 

90 sq. ft. 


8,380 Ibs. 
9,430 ۰ 


No. 2 Plain 


52 11121." 

52 1۳12 ۳ 

Three— H" 
24," 


60, 74, 92, 116, 

141, 179, 222, 262, 

331, 414, 500 
Yes | 


16 
!4" to 10" 
12" to 20" 


Front and Rear 
Front and Rear 
Front and Rear 
Front and Rear 
Front and Rear 
Front and Rear 


Automatic 

Oil Shot 
"e Disc, Oil 

98'x97 ^" 


66 sq. ft 


Bo» * » 9 9? 9 9 & ^ ^99 


*O& *" 9" 9 9 ? 8 9 *? " 9" * 9" 9" * 9 9 9» 8 9 ^ 3 9 ^ 9 à » 999 


աճա and vertical абе: гоого a Ova Sys e 


P REEL i sra HEN CIN RR ACD de QE CR ICE EO ГГ 
Food GM DO SEER 
Single independent cross, longitudinal and vertical power feeds. .................... 


Spindle start and Տ0Թք.. ԶԱ err rrr ehh 


(For em pE feed series 


ոռ эе Бе ж вде ռօ օա рв ор (вўд їе а зга Oe аге ee Be Фә е Ө ээ es a 749 85 9' 5.56 





SPECIFICATIONS FOR CINCINNATI 
PLAIN MEDIUM SPEED 


GENERAL SPECIFICATIONS (MODEL ER) 


TABLE 


р مش‎ apy eee a eee ee O E EA RA 
B. UNE Eoo ЇЧ E ess ck ee SERS ev new مر‎ ROL ԱԿՆԱ ԱՑ Va ERES COV tena hak 
و ون‎ ee a ———— —— 
Tne Doleo DUNS ер ی‎ EERE 


RANGE 


| к: I ИНИНИ ИИ و‎ ey te eer lr Seer ry ery TATTY 
LEE و‎ OR i նա ՆԴԱ ՈԱ կԱ ԿՐՈՂ QE RACE NOR NR ORTU I OU ATI AE CRE OR EER OR л 


Votis... ooo e uh wensennns x չոռ Le Le و و‎ ега зэ و‎ өе: rere secossoseacoscose 
Maximum distance from centerline of spindle to top оѓ ќаЫе......................... 
Minimum distance from centerline of spindle to top of table......................... 


FULL WIDTH 


Conme De Kc os C IECRER CC Cn t CT" !**veseeseeussisonseséeséersvvun 
Column to inside of outer arbor support bushing—-with brace in place............... 


OVERARM — Rectangular 


Diante to cue M. SINE. 0 و‎ же ——— Rh n 


ARBOR SUPPORTS—Aluminum, Self-oiling. 
SPINDLE —Chrome nickel steel 


Mangel end անո ا‎ ЛИИ, racio анааан D c висе 
Diner و‎ EIE веса ео руваат ی‎ RR 


Huet Bob PONE eo E Ei ա ok HE CD CR ee ACUARIO FR AC c RI ЫЛАЖЫ CEES 
Speeds, r.p.m. (sixteen in approximate geometrical progression)...................... 


անմ... աման աա անա ԱԱ ыр а Ec րան ԱԱ Ede 


FEEDS —Inches per minute 
Bub CE uoa hc RU RU VOR 
Range Table and cross feeds 


Low EU. at դաո LTTE ITT EN TTC ORT Թ TIT 


fo V, H, 1, 1 դ, 13*6, 113, 2%, 2 6, 341, 411, 64, TH, 10. 
Standard 8 егіев—(Оріопаї at factory) 
12, 58, ra 134,134,214, 234, 354, 454, 634, 754, 974, 1225, 165%, 20. 
Vertical feeds are 8/10 of table and cross feeds given above. 
OPERATING CONTROLS 
Hand cross, lo 
Speed changes, 


Power rapid traverse in all directions with spindle stationary or running 
ی‎ as TRAVERSE RATES—Inches per minute. 
machines) 


LIED. «2c անան աաա ոա ET KORE CREW eim on 


RIVE 
աա Sube... همه هام مه و موه ور و وم‎ PELE ماو اوه‎ 


Horsepower rating. 
LUBRICATION 


КАК р 7 V———--—————————————————————— 
CHECA ае ОУ реса а О РЫНЫ Ома E 


օ09094999Փ9Փօ4ՓոՕՓզ'ՓաօաՓռՓՓՓՓՓԵՓԵ0ՓՓՓ0ՓՓ69.229Փ0Փ9Փ9ՓԵ9Փ9ՓՓԵ99.4ՓՓ7992ԹՓՓՓՓ Փա е 


(CUT ERE Rr ی‎ ՎԱՐԱՆԴԱ ԱՎ UD RET EE ЎРИН Oat ԱՍԱ HL MR Uh ԱՄՆ 
SHIPPING WEIGHTS AND DATA--AlI weights are for enclosed multiple “V” belt 


motor drive or chain motor drive, exclusive of motor and control equipment 


со Մ ԱԱ... աաա —————M————————— —— рта 
Due ազի РС. ա ՀԿԿՆ Տակ Աա eB FE Ազա cd Ja CV Wa d Ue wh 


Gross weight, export. 


mete ue ՆՐԱՆ VLDE S ՆԱՅԵՑ Ն «ազատա աԱ РАО УКО‏ او( 
արեն Հազի NM RU oo AOE Me m aor ՆԱԹԱՆ ԱՆ ԱՎԱ hay E Lr E‏ 
NAME -—Enclosed chain motor drive, exclusive of motor.......................‏ 


cop 


CODE NAME-—Enclosed multiple “V” belt drive, exclusive С ДИННИ 
(Supplied as standard equipment unless otherwise specified on order.) 





DIMENSIONAL DRAWING 


Same as shown on page 26 


STANDARD EQUIPMENT -Supplied with the Machine 


Same as listed on page 27 


EQUIPMENT SUPPLIED AT EXTRA COST 
Same as listed on page 26 








—— 





No. 4 Universal 


No. 3 Universal 


0 


SPEED 


DIAL TYPE MILLING MACHINES 


UNIVERSAL MEDIUM 


GENERAL SPECIFICATIONS (MODEL ER) 


No. 2 Universal 








TABLE 
ی ی سس سس‎ 52 11'x12 ۳ 62 6 ۳ 78 ۲16 ۳ 
н йл ы ی‎ raa o. ی‎ ЖЕР مت ی‎ A ա աան 52 41212 ۲۳ 62 12215 4° 18122161" 
TAM Արարա ԱԱ նու... یی‎ anni 33 Three— H" Three—11* Three—1H* 
Dou NINE NN ОУУ кее ваен наана ron 2 314" 3 14" 
а نس شیر ی‎ ike Աա ԱԱ ՆԱՎԱԿ ԱՆՑ E 45° 47° 49° 
RANGE 
արաւ: C6 ی و‎ RSE CEE و‎ Մա ՆՄԱ 28" 34* 42” 
ОУЕН TITT жаагын aî — 10” 12” 14° 
Նանա саа ава WREST RE ROE CS Ga a e 18° 19” 19” 
Maximum distance from centerline of spindle to top of ۵۵۱... ՂՈՐ" 18%” 19 UM 19 Ye" 
suit ain distance from centerline of spindle to top of table......................... 0” 0 0 
САША Бр Эла و‎ OOTP OOO 3014 3312" 38 14" 
Column to inside of outer arbor support bushing—with brace in т VT io sl ES 265%” 2954" 343,” 
OVERARM —Rectan i 
uU VM کم‎ 64" T 34" T 34" 
АЙДОК dar te Aluminum, Self-oiling. (See standard equipment list on page 19) я и 
و‎ ооа аон do wwe Wee ае 2 
یی‎ E cg HEAD. (See standard equipment list on page 19) " 
E SE e E HI N OEE EENET T T EARS CM OM AT TRIS z ՛ 14" 
ТОО ЖИЙИ; ԱԱ NES SEO ELLE ОЕ еа 28" 36:12" 6215" 
SPINDLE- —Chrome nickel steel 
Fans qal արն (EMEN IUE DUM. e cns No. 50 No. 50 No. 50 
DIEN ره ها‎ atr ac CR ی‎ S ee E oes Бү,” 54," бу” 
Био Беш MOM ТИНОС CSS LETTER CLE LINL КЕКЕ աոա docto 112" 1 d 14" 
Speeds, r.p.m. (sixteen in approximate geometrical progression)...................... 20, 26, 32, 40, 47, | 18, 22, 27, 33, 40, | 18, 22, 27, 33, 40, 
, T4, 92, 116, |51, 63, 78,96, 123, | 51, 63, 78, 96, 123, 
144, 179, 222, 262, | 151, 187, 223, 281, | 151, 187, 223, 281, 
331, 414, 500 > 350, 450 
Արոր... اد ی‎ te UR UNH ی‎ NS ГГ اج‎ OOD CREE rts es Yes Yes 
FEEDS-—In inches per minute 
passae i ME. c iiolcoesepyauaucuap veda աան Անա ա ԱՄԱ ՎԱՆԱ NV dicente 16 16 16 
Range—Table and cross feeds 
Low Series—(Optional at (864067).................................... 14” to 10" 14" to 10° 14" to 10" 
м, f , , 74, 17. 1%, 113, 2%, 2%, 3H, 4H, 6%, TH, 10. 
Standard Be es— (Optional at factory)..................-............. 14” to 20" 14" to 20" 14" to 20" 
Yar 8, 34, 1, 134", 134, 215, 221, 854, 454, 534, 754, 9 75, 19 36, 15 34, 20. 
Vertical feeds are 8/10 of table and cross feeds given above. 
OPERATING CONTROLS 
Hand cross, —— and vertical айўизипеп(в.................................. Front and Rear Front and Rear Front and Rear 
Speed changes, by ротег......................... — re re eee ee eS ST TERES Front and Rear Front and Rear Front and Rear 
Feed c a P 5 یی و‎ nina oat ee Ee Front and Rear Front and Rear Front and Rear 
Single independent cross, longitudinal and vertical power feeds...................... Front and Rear Front and Rear Front and Rear 
et یز رس و‎ ns ire ae a aetna ւ eb eke EAE ISO و‎ ee թ Front and Rear Front and Rear Front and Rear 
Power rapid traverse in all directions with spindle stationary ог running............... Front and Rear Front and Rear Front and Rear 
ad — TRAVERSE RATES—Inches per minute. (For standard feed series 
machines). 
LINDE. ատամն Doe WEE C Ra RUE Ra S ROCA EA ERA ... ESS 100* 100* 100* 
SENE La مه‎ ce nip իրան իա անան նանն РУ 100” 100” 100” 
TUNE сала АЛЫШСА нн A EEE АСР E BAR E Чт СТАА ТАЧ 80” 80” 80” 
RIVE 
Սար Же юк ALTIRITA TAA EEAS SEIT ERE ԱՆ ԱԱ CEPIT ko ԱԱ ամա մամ races 600 ۰ 600 ۰ 600 ۰ | 
سس‎ er rating. (Also see “Electrical Equipment Specifications")................ 5-7 ۲۶ ۰ 714-10 h.p. 10-15 h.p. 
LUBRICATION 
ی یس‎ ылыа —— Automatic Automatic Automatic 
شم شک سس‎ a و‎ 000001010۱۹ Oil-Shot Oil-Shot Oil-Shot 
S PAPERS nr d Sd Eo PS SEO ae dd d T Disc, Oil | Multiple Disc, Oil | Multiple Disc, Oil 
MIENNE БЕЛШЕ...» эы». دز و مهو یم و هم‎ ауар 98”х97 ^" 114x114" 138'x118* 
NENNE ch wa CERE EO d aad A իը 66 sq. ft. 90 sq. ft. 113 sq. ft. 
SHIPPING WEIGHTS AND DATA—All weights are for enclosed multiple “V” belt 
motor drive or chain motor drive, exclusive of motor and control equipment. 
NEU WE مج زا ی اه‎ на е дао I COCKS ууна DERE a 6 6,600 ۰ 9,000 Ibs. 10,000 ۰ 
DM Սան, մանն. queda SCOURS AOR rt coca ples ир 7,700 ibs 10,300 Ibs 11,400 ۰ 
So ИШИ: ONG aia oe ыссы,» уос RAS ER ՆՑՅԱ Է ՀԱ eae ԱԱ util. O ERE 7,900 lbs 10,650 Ibs. 11,800 ۰ 
Apsroximate size cccccecnccvcccvccseccccececeveencuccccccsc., 88'x74'x52" 94'x80'x52" 100"x84'x64* 
A rr ибо Жай E AE USE TEPORE DR Eb nk M 196 227 312 
co NAME—Enclosed chain motor drive, exclusive of motor........................ TULEC IMDRI IMFYZ 
CODE NAME- —Enclosed multiple “V” belt drive, exclusive of motor.......... ... TUMUL IMUVB IMELD 


(Supplied as standard equipment unless otherwise specified on order.) 


DIMENSIONAL DRAWING 





Same as shown on page 28 


STANDARD EQUIPMENT --Supplied with the Machine 


Same as listed on page 29 


EQUIPMENT SUPPLIED AT EXTRA COST 
Same as listed on page 28 








No. 4 Vertical 


"4 ! 616 ۷ وس 
"4 16 8 
ee—H"‏ 
"311 
"16 

16" 
6” 

22" 
18" 

No. 60 

5 ՛ 
1 ՛ 
18, 22, 27, 33, 40, 


51, 63, 78, '96, 123, 
151, 187, 223, 281, 


' Yes 
16 
14" to 10" 
1$" to 20" 


Front 
Front and Rear 
Front and Rear 
Front and Rear 

Front 
Front and Rear 
Front and Rear 
Front and Rear 


100" 
100 
80" 


16 
15 Dial Readings 
Same as Dial 
Readings 
14° to 10" 
44 


600 ۰ 
10-15 pus 


Multiple. աան Oil 
138"x9 
91 sq. I 


9,850 ۰ 
10,700 Ibs. 
11,450 ۰ 
100°x90"x54 

282 
IFORV 
IMMUL 


No. 3 Vertical 


62 4 

62 ۵ 14° 

Three — f" 
314" 


34" 
16* 
16* 
6" 
992" 
18" 


No. 50 
ծր" 
1147 
18, 22, 27, 33, 40, 
51, 63, 78, '96, 123, 


161, 187, 223, 281, 
50 


350, 4 
Yes 


16 
ц” էօ 10" 
12" to 20" 


Front 
Front and Rear 
Front and Rear 
Front and Rear 

Front 
Front and Rear 
Front and Rear 
Front and Rear 


100* 
100* 
B0" 


16 
1$ Dial Readings 
Same as Dial 
Readings 
14" to 10" 
44 


600 r.p.m. 
755-10 h.p. 
Automatic 
Oil-Shot 
Multiple Disc, Oil 
114'x93 5” 
74.1 sq. ft. 


9,200 Ibs. 
10,100 Ibs. 
10,800 Ibs. 
100°x90"x54" 


282 
IMRYE 
IMEVE 





SPECIFICATIONS FOR CINCINNATI 
VERTICAL MEDIUM SPEED 


GENERAL SPECIFICATIONS (MODEL ER) 


No. 2 Vertical 





TABLE 
ار‎ eh dau TREES eR RRR 52 2 ۳ 
o fosa. ОНКОРО ԱԱ E աԱ рда աԱ Նանո Աաաա 52 14"х12 14" 
aqu o Nis R T y ОСС E a oo ioe Ok Re ORE НОНЕ а Three— Н” 
DUDEN MN TUB E a ա C t OM tc կերավ Խլոյան 2 
RANGE 
| aua ic ORUM KO MEC ЛОО ГГ ГЛ ապր УГ 28" 
PEE nc Chaos Ee ER Tee CMS ORO RN SET Աաաա ամա а 12° 
Tell oo Bas و‎ ace Ra Ere OE ana 18” 
(0007 55. . сезен сте ee мака ра PPM aeq ۳ 
۲۰ ۱ ار‎ neue fo lop OF HDI. os uu ONL еже аа ака as SERS 18* 
Throat distance, centerline of spindle to column........ و وم و و و و‎ eese 14* 
SPINDLE —Chrome nickel steel 
Ш TUE Ձո... աաա աաա MR OR ERO M Hh It Dr աաա Citi i No. 0 
OR اه و‎ boob ما و دمم ای ماو بو‎ SA تا وا یاو کدی مایا‎ афа 55," 
BEN BOCA eens sas d ERROR Oe աւե կորն EROR E 1 ۳ 
Speeds, r.p.m. (Sixteen in approximate geometrical progression)..................... 20, 26, 32, 40, 47, 
60, 74, 92, 116, 
141, 179, 222, 262, 
331, 414, 500 
(|o -—————————————— نع‎ ирани — شم‎ Yes 
FEEDS—Inches per minute 
qos tue x CURT OU —————————— "———— ТГ 16 
Range—Table — cross feeds 
Low асно tional at ատվ. Հար ی‎ ҮК ГГ ГҮЛҮ էօ 10" 
, ў, 3%, 72» 1. LT ly, 1?;, 11i, 25, 2 зн, 4н, 6%, 7 tt, 10. 
Standard Series—( ptional IE տանու IL to 20" 
May 54, 34, 1, 125, 134, 2 ۲۵, 234, 356, 455, 524,755, 9 74, 12 46, 163%, 20. 
Vertical feeds are 8/10 of table and cross feeds given above. 
OPERATING ‘CONTROLS 
Mang сой and ур. n SSS AN AOS Front 
و‎ Bee 4 AIR JU PER RC Wr OP LG NC A X n Front and Rear 
е ртт н и AE RE ARR CE RA ORARE Front and Rear 
EM ПИ ПИР ار‎ Վանո و و‎ Е а Front and Rear 
Single independent cross and vertical power Ї(еейз.................................. Front 
Single independent longitudinal power feed.......................LLiusiulsuiu..un. Front and Rear 
Spindle start and 0p... eee Front and Rear 
Power rapid traverse in all directions with spindle stationary or running............... Front and Rear 
— — adjustments, cross and vertical; rear power feed controls, cross and vertical, 
ed only on request and at extra cost. 
POWER P PID TRAVERSE RATES. Inches per minute. (For standard feed series 
machines). 
Longi NE auta Gua scd ee EES eee Te Te Ee ԱԵՂ Գանա ապան Արագա նան 100* 
КИШ А a aa ae — cit et sien —— —ú—ú—ú——m ——— —ú—ú— — ———— — 100" 
FEMME ^": ura E E QR EUR ES Ea a Rede A աաա ԱԱ Աաաա ա աան ral o 80" 
POWER TRAVERSE TO HEAD. (Supplied at extra cost) 
با‎ руы 8 16 
Feed rates, for machines having standard table feeds........ — —— 15 Dial Readings 


۲ Same as Dial 


Feed rates, for machines having low table feeds.. 
۱ Readings 


Ёеейтапре.................... —"—————————— у-н 14" to 10" 
I Патер rate նանա DIE ERE... و‎ 0a Qaa dcr 9 ԱԱ աաա Աա OC rid на 44 
DRI 
И Cis ee a ORT ET ELC RCO PET LUPE TCL Ee PERE CLL 600 r.p.m. 
یس‎ ы مه‎ rating. (Also see “Electrical Equipment Specifications’”)............... 5-7 ۷۶ h.p. 
LUBRICATION 
Duc ամեն MB ЖОШОЛУ ЛЛУ QUE OR NE Ag EUREN ТУТ Automatic 
— UTE AMISSO Der cene Vom ԱՑ o dH NERA IT pares Oil-Shot 
TEN I o ics da AUREUM ԱԱ ԱԱԿ աաա NARS QR Ae WONG BOC QUA A JURE BREE այան Multiple Disc, Oil 
FLOOR 0 000 2 i 
S UE HR TEM ԱՅԱՍ aU T MICA HR ао МЫ EKO ЗИ .3 sq. ft. 
SHIPPING WEIGHTS AND DATA--Al! weights are for enclosed multiple ''V" belt 
motor drive or chain motor drive, exclusive of motor and control equipment. 
یچ‎ e RE 4 ARIA աաա աաա ROC EN GO QE RERO d 7,050 lbs 
Gross weight, SENEC саара SRI dd P ERAN CRANE COLT OE T RUE AR VI 8,200 Ibs 
Gross weight, 6006 وم موم‎ seen hehehe 8,400 Ibs 
Approximate size Of сазе........................................................ 88'x84'x52" 
արարեր ախր Սարն i vui LAE a ԱՆ: ՀԹ ԱՅՑ NER OE RACK OR ow E IDEA ES A RE 223 
co NAME —Enclosed chain motor drive, exclusive of motor........................ TUTOO 
CODE NAME-—Enclosed multiple ''V" belt drive, exclusive of motor.............. TUVEB 


(Supplied as standard equipment unless otherwise specified on order) 


DIMENSIONAL DRAWING 


Same as shown on page 30 


STANDARD EQUIPMENT—Supplied with the Machine 


Same as listed on page 31 


EQUIPMENT SUPPLIED AT EXTRA COST 
Same as listed on page 30 








CINCIJS NATI | 
CINCIPTNATI 





DIAL TYPE MILLING MACHINES 


ELECTRICAL EQUIPMENT 


ALL SIZES OF MACHINES 






































Current Cycles Phase Voltage Speed R.P.M. 
A. C. 60 ^| 2or3 | 920/440/550 1800 
A. C. 50 و‎ 220/440/550 — | 1500 
A. C. 50 5 2 or 3 380/500/Etc. | 1500 ռ 
۱ A. C. С 2 or 3 | 20/40/5500 и 0 
Е D.C. Е ۱7 | 115 ог 230 | 1750 —— 
The motors and controls listed below are suitable for the machines illustrated and described in this booklet. 
No. 2 Machine Nos. 2 and 3 Machines | Nos. 3 and 4 Machines | ` No 4 Machine 
H. P. aoe Խր [TETE] ge ЖЕКА dnb ۲۳ هک‎ 
5 254 T4 284 | 10 | 324 | 15 | з | 
6 254 714 284  — 10 | 324 18 | 36 
5 254 714 284 10 324 | 15 | 396 
5 | շպ 1% |  :326 10 364 | 15 3565 
5 * 1% 10 15 


*Т% ԷԼ P. motor, totally enclosed ball bearing, frame No. 326, can not be used on No. 2 Dial Type. 


D. C. CONTROLS —Standard make, enclosed type magnetic 
starter with definite time acceleration, thermal overload 
protection and without dynamic braking. 


PUSH BUTTON STATION —Separate 
cluded with A. C. or D. C. controls. 


ORDERING INSTRUCTIONS -The following electrical 
data must accompany each order: 

(a) Voltage. 

(b) Current (A. C. or D. C.). 


(c) If A. C. current is specified, also include: 
1. Phase. 
2. Cycle. 


(d) Horsepower, speed, and type of frame (open 
or totally enclosed) and motor bearing. 


“Start-Stop” in- 


A delay in giving The Cincinnati Milling Machine Co. your 
complete and correct electrical data with your order may cause 
a similar delay in shipment of the machine. 


If you desire The Cincinnati Milling Machine Co. to purchase 
and install the electrical equipment in the machine, you may 
specify the make, providing it conforms to the electrical 
specifications as listed on this page. 


If you prefer to supply the electrical equipment, it must 
conform to the electrical specifications as listed on this page. 


The following types of motors may be used: Open frame 
sleeve bearing, open frame ball bearing, and, if approved 
by the factory, totally enclosed ball bearing. 


Motors larger than the following can not be used: 
No. 2 Dial Type—N.E.M.A. frame 326. 
No. 3 Dial Type—N.E.M.A. frame 364. 
No. 4 Dial Type—N.E.M.A. frame 365. 


А. C. MOTORS-— Standard make, N.E.M.A. frame, normal 
torque, low starting current (normal starting current for 
motors 254 and 284), floor mounted with conduit box on left 
viewing shaft end. 


A. C. CONTROLS--Standard make, enclosed type, full 
voltage magnetic starter with thermal overload protection. 
It shall include a control circuit transformer having 110 volt 
secondary, mounted in the same enclosing case, for all A. C. 
circuits over 220 volts. This provides low voltage at the 
push button station—a safety feature. 


D. C. MOTORS-—Standard make, shunt wound, constant 
speed, 40^ C. continuous, open, rotation clockwise viewing 
shaft end, floor mounted with conduit box on left viewing 
shaft end. 


——————————set—————"—á/ —————TÀ———————nÁÁ———"pmená—ná—] ví n—nuÍ——!a—n—Mpn—Óáar 











Below—A No. 3 Vertical Dial Type roughs and 
finishes, from the solid, a cast iron dovetail slide. 
The turret stop attachment at the side of the vertical 
head assures a close limit of accuracy between the 
dovetail and the top surface. 


= wi 


Left—The operator can always see the job on a Horizontal 
Dial Type, because there are complete front and rear con- 
trols. This No. 4 Plain Dial Type faces both ends of the 
shell section of a tire building drum. 


PRINTED IN U.S A. 


Right—A heavy stock removal job on a No. 2 Plain High 
Speed Machine. Milling two sides of extension supports, 
reducing a spherical shape of 132۳ diameter to a width 
of ii 


Below—Milling the keyway in a heat-treated spiral gear. 
High Speed Dial Type Millers have the wide range of speeds 
and feeds so necessary in shops where one lot of parts 
may be tough, hard steel and the next lot soft aluminum. 





